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Having su-f dE i c ±ork 1 1 y cieso3rifc>oc:i my invention^ I oorts±c3ejr 
it ^ noveXtv^- and ttiearefoxre c:;Xa.±iti my exclusive p>jrop>e3rty 

the oontent of tti^ f olXowing da.oses . 

1_— The PXsstio XnjoctXon Parooess with s dooJoXe 
in j t ioin injectoar dfoir the Marnij. a. ct i^are! of ^ X-i-ci fojr s.r:t 
Eieotjric Csip>soitoir aurtd the P jroducr t o f such Pxrooess, featoareici 
toeoaiise it consists of the two f oXXowiog stages : 

a> This invoXA/^es the msinnei: of rriiamif sot utiring s Xtid foir a.nt 
EXeotirio Csp»3.o i t o jc , th^t is injeoteci in a. cioi_it:>Xe 
injection msiohine (4) in s singXe pirooess ^ sivoi<3ing 
seconcia.3ry activities; and. in^oives design of the Xiid of 
^n Eiectjric C^p>aoitOi: that is formed k>y two 

TheJ::mo£:)Xast ic Resins,^ one irigid (17) and the other of 
inji]3t>e3r mateiriaX (XB) ; 
33> The Xiid is injected in sl douluXe injection machine (4) , 
which may ha^ve different cXosing tonnage caE>acities, 
dep>ending on the si^e of the moXds that m\:ist Joe 
injected; 

c) The soXe and escclusi-v-e design of two steeX moXds that 
are moianted on the double injection injector^ consisting 
of two haXves each (24) + ( X2 ) and (36) -h <X3> in order 
to inject the two thermop>lastic resins in a singXe step; 
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ci ) Tho pjaJTts of tJrie moXds (24) 3nci (36) 3:ire moiinted on the 
fiicoci pjls-te (S> snci p^jrts (12) and (13) sljzg mouinteci on 
the jTOt^ting pla.te (6) . Onoe the jrd_<5±ci psjrt of the X±ci 
(IT) is injeoted, the msoh±ne <4) op^ens amd the jrota^ting 
plaite (6) tiijrns X80 degsrees, taking (12) ojc (13) to the 
fisced pairt of the mold (36) which hss the foirni of the 
nak)t>e3r materisil p>a.x:t of the lid <18) in oirder to i:>e 
injeoted on (17) ^ thus oompleting injection of the lid. 
The machine (4) opens and e>ipels the finished lid, the 
:jrotatin<g plate (€) tia^rns ISO degjrees to oegin the 
parocess again; 

e) Rotation of the halves of the molds (12) and (13) jnaking 
them acguiire dif feirent foirms accoarding to the side where 
they aire located, is achieved thjEroiagh a system adapted 
to the molds that pex-mits certain components of the 
molds to glide, eitheir in a foaclcwajrd ojr foarward 
position^ thias foarming the f ig-j^re of the lid intended to 
h>e injected. This system may tue activated through 
mechanic^ hydraulic or pneumatic systems. 

2-— Process according to claim 1^ where the raw material 
(thermoplastic resins) is introduced in the drying iDinds of 
the injector machine (4) , which are in the injection unit (1) 
and (2) respectively^ The rigid thermoplastic resin is 
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±nfc jTodLuooci in ttie ]bxn of ±nject±on \in±l3 (1) ^ snd the irialDt>e2r 
mate ri-aX tl^emnopjlas t io jresin ±s intujcociuiceci in the foin of 
injeotion \anit (2) ; we must mention that toin (1) or (2) may 
fcie indistinct Xy selected for either one of Jooth t hermop>last ic 
resins used in the EProcess; these resins must l3e dried for at 
least two hours before loeQinning^ the p>rocess and^ and during 
it^ at a temperature fc>etween 7 0 and lOO de<grees centigrade . 

3- ~ Process according to claims 1 and 2 where once the 
thermofslast ic resins are completely dry, they are introduced 
in the c:::sLrLon of the injection unit (1) and (2> ^ are heated toy 
means of heating elements ranging t>etween at temperatures 
3z>etween 150 and 350 degrees centigrade, the reason why the 
thermoplastic resins melt in order to toe injected inside the 
molds mounted on the plates (5) and (6) of the machine (4) - 

4- — Process according to claims 1, 2, and 3, where the 
thermoplastic resin melted inside the canon of the injection 
unit (1) and (2) is applied in order that they enter the 
molds and form part of the lid, depending on the position of 
the mold- 

• (24) -+- (12) or (13) = injects the rigid part of the lid 
(17 ) 

• (36) -f- (12) or (13) = injects the rutotoer material part 
of the lid (18) 
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5.— Process sccording to c:Xa.±ms 1, 2, 3 ^od 4, where 
oncre the t hezrmop>la.s t ic resin has hDeen injected in the moXds, 
the palates (5) snd <6) of the machine op>en, a.nd the rotating 
j^iste (6) tiarns 180 degrees to ±nvert the p>ositioni of the 
halTT-es of moXds (12) snd {13) , a:nd sg^Xn inject the second 
t hermop^Xs s t io jresin of which the lid is made. We miast mention 
thait the m^-nner in which the molds oi: the f ig\;ires of the 
moids sre inverted may vary, depending on the . modeX of the 
injector machine (4) and the configuration of the machine, as 
there are doulDie injection machines with a rotating piate (6) 
and injection machines with two fi>ced pXates (5) instead of 
one rotating pXate (G) ^ and a fi2<ed pXate <5) as the one 
shown in this patent . 

G . — Process according to cXaims X, 2^ 3, 4 and 5 where 
the rmopXa s t ic resins are used, aXXowing waste res^iiting from 
the process described aloove to Joe reprocessed, maJcing the 
manuif act i_ire of this iid cheaper than the oiarrent process, 
because ciarrent Xids lase thermo— f i^ced materiaXs that cannot 
]oe reprocessed- 

1 , Process according to cXaims 1 to G, where the 

thermopX as t i c io^Sl^ot\^ xised have flame retarding V2 rating UX. 
certificates; this is highX^ important joecaiase this is an 
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electx-ic j:>2rociuict - M^t:er±sls tased to m^nuf a.ct uijre Ixds 
oux-JsrentXy e5c±st±ng ir\ ttae msarkiet JL^cIc tiiiis ceirt ±f ±cat±on , 

8 - — Process socordirLg to crXsims 1 to 1 , wlnejce a. doiatoXe 
injection matctiXne ±s used to manufactmre the lid, that can 
completely finish the lid in s single p>3rooesSr a-voiding 
seconds-JTV 3.sseml3lv and m3.chining wojck:; additionally waste 
mateirial may fc>e jre^^sroces sed, which results in a cheaper lid, 
although thermoplastic resins are piore e^cpensi-ve than 
materials used in already existing lids - 

9-— E^roduot ofotained from the process descrihed in 
claims 1 to . featured because it ser-y^es as upper lid of a 

case for an Electric Capacitor, and the design of the lid, 
that did not ejjcist Soefore this invention, as this is a 
different manner of manufacturing the lid, as the double 
injection machine injects the two parts of the Electric 
Capacitor Lid in a single process, avoiding secondary 
assembly and machining processes - 

lO.— Product obtained from the process according to 
claims 1 to 8, with respect to the specifications of the lid, 
a considerable improvement is achieved, compared to lids 
already e^cisting in the market because of the type of 
thermoplastic resins that permit us to have a f lame — ret a rdant 
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UXj rating of lesst V2 ; ma.t:ojr±al dJ.2rz:ently usoci ±n 

existiiinLg lids XaoJcs ttiis ceirtif ±c3.i:::±on - 

11-— Pjcodu-Ct otots ined. i^irom tJne^ pjrocess x-ef^JTJreci to in 
cla-Xixis 1 to 8^ wliioh involves at tiettejc design of tlie lid, 
tl^iatt includes sltl edge in the jrigid psirt ( V > whiioln setves 3.s 
meohk^nio gxrip) in ojrdex: thtst wtien the jnjit>fc>e3r mstejrisl p>s3rt 
(IS) is injeoted^ it will adhiexre peirfeotly to the jrigid p>3.Jtrt 
(IT) _ This in tuarn, allows sl pa-olcing to foe fojtrmed with the 
3ruit>t>ejr msLtojrial in the pe jrimet ric p>s3rt of the pieoe (3) , 
o?ajcjrent lids do not hsLve thait perimet Jtrio pa^olcing (3) a.s they 
are not m.^n\af sotuired lasing a doi_ik>ie inj ection machine th3.t 
contemplates two molds that handle xnan\if act uiring in a single 
process, soch as claimed in Claiase 1, the reason why the lid 
with the protection proposed has t?etter perimetric sealing^ 
which is vital to secure there are no leaJcs of the dielectric 
contained inside capacitors, and thus e>itend the useful life 
of the capacitor . 

12 . — Product obtained according to claims 1 to 8, where 
the Capacitor Irid with the protection proposed consists of 
two parts, a j^igid part (17) in the upper part, and a rufc>her 
material part <18) in the lower part, it has two orifices 
crossing the two parts of the lid mentioned atoove (14) and 
<15) from side to side; it also has an valve <16> to e^ihaiast 



<j3.s tha^t iDlows up wtien titie oa.fD^c3_ t or o-v^exrhea. t s , a.nci thitJs 
o^chisust siaoh g-as when it is p>iroci\aoecJ, tl:ie vaXve ±s f^ojrineci 
w±thi SLTi orifice in tine arigid psirt (17) which is covejced in 
the lower pa.rt with the jco]t>fc>er ma.terx3.1 (X9) formin^g the 
vslve (16) - It hss e<dge < V ) in th^ ari-^id p>sxrt (IT) 3^ndl 

3^nothe3r in the fle>5:it>le p*^3rt (18) , thst serves ais mechanical 
grip, so that the moment the riat>t>er material part is injecteci 
(18) , it m.ay^ acihere perfectly/ to the rigid part (1*7) ; it also 
has a rntjloer material contour (3) that ser^T^es as perimetric 
seal with the case where it is as s em3::>iecl , avoiding leakage of 
the dielectric from inside the capacitor, giving the electric 
capacitor a longer life- 

13 - — Product obtained according to the process protected 
t)y claims 1 to 8, consisting in improvements in the 
performance of the lid, as thermoplastic resins used in this 
maniafacture according to the process described in claim 1, 
are of a iDetter quality than those uised in lids currently 
e>cisting worldwide, which permits the g^3 e^chaiist valve to 
hlow open, thus securing greater safety for the final user, 
to avoid accidents and that it have a higher resistance 
against flame, as claimed in the clause* 



